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TECHNICAL FIELD 



[Industrial Application] 

In the bag manufacture package filling machine with which this device manufactures the 
separate-packaging article which enclosed contents, such as a granular material, It is related with 
the sealing device which is filled up with contents between packaging films, carries out the heat 
seal of the periphery of a mutual packaging film, and manufactures a separate-packaging article 
with two heater rolls rotated reversely mutually pinching the packaging film of two sheets which 
counters. 

TECHNICAL PROBLEM 



[Description of the Prior Art] 

Conventionally, in the sealing device of this kind of separate-packaging article, pinching the 
packaging film of two sheets which counters, they were filled up with contents between 
packaging films, carried out the heat seal of the periphery of a mutual packaging film, and two 
heater rolls rotated reversely mutually were manufacturing the separate-packaging article. 

And using the energizing force of a spring, two heater rolls comprised a conventional sealing 
device so that it might stick mutually, so that the packaging film of two sheets could be pinched. 

However, since the pressure which pinches the packaging film of a heater roll was performed in 
the conventional sealing device using the spring, The elastic force of the spring changed with the 
influences of the heat of a heater roll, the pressure of the heater roll which pinches a packaging 
film was fluctuated, and there was a case where formed a pinhole in a packaging film or it was 
made to produce a sealing failure. 

The packaging film itself supplied had thickness selectively, also by this thickness, the pressure 
of the heater roll which pinches a packaging film may be fluctuated, and generating of the 
pinhole of a packaging film, etc. was promoted. 

There are EPFP-SPFX etc. as a packaging film, and although those thickness is about 0.06 mm, 
the thickness is changed in 0-0.012 mm even the packaging film of one sheet. 

This device solves an above-mentioned technical problem. 

Even if it has influence of the heat of a heater roll, or the thickness of the packaging film itself, a 
heater roll can pinch a packaging film with constant pressure, and it aims at providing the sealing 
device of the bag manufacture package filling machine which can prevent a pinhole and a sealing 
failure from occurring to the packaging film which carries out a heat seal. 



DESCRIPTION OF DRAWINGS 



[Brief Description of the Drawings] 

[Drawing 1] It is a partial abbreviation front view showing one example of this device. 
[Drawing 2] It is a fragmentary sectional view of one heater roll of the example, and corresponds 
to the II-II part of drawing 1 . 

[Drawing 3] It is a fragmentary sectional view of the heater roll of another side of the example, 
and corresponds to the III -III part of drawing 1 , 

[Drawing 4] It is a side view showing the thickness deviation absorber style of the packaging 
film used for the example. 

[Drawing 5] It is a partial abbreviation sectional view showing the V-V part of drawing 4 . 
[Drawing 6] It is a schematic diagram of the bag manufacture package filling machine with 
which the example is used. 

[Drawing 7] It is a perspective view showing the product after manufacturing in the example. 
[Drawing 81 It is a perspective view of the separate-packaging article manufactured in the 
example. 

[Description of Notations] 

3, 4 - Heater roll, 

5, 6 — Bearing, 

9 — Bearing bracket 

12 — Air cylinder, 

14 — Piston rod, 

W — Separate-packaging article, 
F (FlandF2) ~ Packaging film 
Y — Contents, 

MO — Bag manufacture package filling machine, 
Ml — Sealing device. 



DETAILED DESCRIPTION 



[Detailed explanation of the device] 



[Industrial Application] 

In the bag manufacture package filling machine with which this device manufactures the 
separate-packaging article which enclosed contents, such as a granular material, It is related with 
the sealing device which is filled up with contents between packaging films, carries out the heat 
seal of the periphery of a mutual packaging film, and manufactures a separate-packaging article 
with two heater rolls rotated reversely mutually pinching the packaging film of two sheets which 
counters. 



[Description of the Prior Art] 

Conventionally, in the sealing device of this kind of separate-packaging article, pinching the 
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packaging film of two sheets which counters, they were filled up with contents between 
packaging films, carried out the heat seal of the periphery of a mutual packaging film, and two 
heater rolls rotated reversely mutually were manufacturing the separate-packaging article. 

And using the energizing force of a spring, two heater rolls comprised a conventional sealing 
device so that it might stick mutually, so that the packaging film of two sheets could be pinched. 

However, since the pressure which pinches the packaging film of a heater roll was performed in 
the conventional sealing device using the spring, The elastic force of the spring changed with the 
influences of the heat of a heater roll, the pressure of the heater roll which pinches a packaging 
film was fluctuated, and there was a case where formed a pinhole in a packaging film or it was 
made to produce a sealing failure. 

The packaging film itself supplied had thickness selectively, also by this thickness, the pressure 
of the heater roll which pinches a packaging film may be fluctuated, and generating of the 
pinhole of a packaging film, etc. was promoted. 

There are EPFP-SPFX etc. as a packaging film, and although those thickness is about 0.06 mm, 
the thickness is changed in 0-0.012 mm even the packaging film of one sheet. 

This device solves an above-mentioned technical problem. 

Even if it has influence of the heat of a heater roll, or the thickness of the packaging film itself, a 
heater roll can pinch a packaging film with constant pressure, and it aims at providing the sealing 
device of the bag manufacture package filling machine which can prevent a pinhole and a sealing 
failure from occurring to the packaging film which carries out a heat seal. 

[Means for Solving the Problem] 

A sealing device concerning this device with two heater rolls rotated reversely mutually. It is 
filled up with contents between said packaging films, pinching a packaging film of two sheets 
which counters, It is a sealing device of a bag manufacture package filling machine which carries 
out the heat seal of the periphery of said mutual packaging film, and manufactures a separate- 
packaging article, While being supported by bearing bracket movable to said heater roll of 
another side, a bearing holding a shank of both ends in said at least one heater roll, respectively, 
said each bearing is connected to a piston rod of a fluid pressure cylinder, respectively — said 
each fluid pressure cylinder operates so that said one heater roll may be pressed to said heater 
roll of another side 

[An operation and an effect] of a device 

While making a bearing bracket support a bearing holding a shank of both ends of at least one 
heater roll movable to a heater roll of another side in a sealing device concerning this device, It is 
made to connect with a piston rod of a fluid pressure cylinder which used easily maintainable 
fluids, such as exhaust air and an oil, for constant pressure, respectively, and it is constituted so 
that one heater roll may be pressed to a heater roll of another side. 

Therefore, if hydrostatic pressure of a fluid pressure cylinder is fixed, even if heat of a heater roll 
is added to exhaust air or a packaging film has thickness, a packaging film can be pinched with 
constant pressure with two heater rolls. 
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Therefore, in a sealing device concerning this device, a packaging film can be pinched with 
constant pressure with a heater roll, and it becomes possible to prevent a pinhole of a packaging 
film, and generating of a sealing failure. 

[Example] 

Hereafter, one example of this device is described based on a drawing. 

The bag manufacture package filling machine MO of an example accumulates the seven separate- 
packaging articles W, and on the tape T, banding is carried out and it boxes them while it 
manufactures the separate-packaging article W which consists of three separate packaging B, as 
shown in drawing 6 - 8. 

And it has the measuring filling apparatus M2, the sealing device Ml, the cutter device M3, the 
metering installation M4, the accumulation apparatus M5, the banding device M6, an encasing 
apparatus that is not illustrated, and the single package metering installation M7, and the bag 
manufacture package filling machine MO is constituted, as shown in drawing 6 . 

The measuring filling apparatus M2 measures a constant rate of contents Y, and supplies them to 
the sealing device Ml from the hopper 2. At the time of supply of the contents Y, this hopper 2 
will descend, will insert the nozzle 2a between packaging film Fl and F2 in crevice 3b and 4b of 
the heater rolls 3 and 4, and will be filled up with the contents Y. 

The cutter device M3 performs the cut of the right-and-left both edges of the continuous 
separate-packaging article W, formation of slit S and the eye notch I (refer to drawing 8) , the cut 
made to divide into the separate-packaging article W per piece further, etc. 
[0017] 

The metering installation M4 adjusts measuring of the measuring filling apparatus M2. 
The accumulation apparatus M5 makes the seven separate-packaging articles W accumulate, the 
banding device M6 bundles the seven accumulated separate-packaging articles W with the tape T, 
and an encasing apparatus is a device which packs the separate-packaging article W which 
carried out banding on the tape T in a package box. 



In order that the single package metering installation M7 may adjust measuring of the measuring 
filling apparatus M2, at the time of predetermined, it operates the predetermined edge of the 
cutter device M3, makes it divide the separate-packaging article W into one bundle at a time, and 
measures every one bundle of single package B. 

The sealing device Ml of the example is provided with the two heater rolls 3 and 4 as shown in 
drawing 1 - 3. Each heater rolls 3 and 4 are provided with the heights 3 a and 4a for forming seal 
part C ( drawing 7 and 8 reference) of the separate-packaging article W in a peripheral face, and 
the crevices 3b and 4b for filling the contents Y in each separate packaging B, in order to form 
except seal part C. The heights 3a and 4a and the crevices 3b and 4b will manufacture the five 
separate-packaging articles W, when it is formed in the hoop direction of each heater rolls 3 and 
4 five ****** at a time and the heater rolls 3 and 4 rotate one time mutually. 



4 



Shank 3c. 3d and 4c. 4d used as a byway are formed in the both ends of each heater rolls 3 and 4, 
and it is supported by the bearings 5, 6, 7, and 8 provided with the bearing (figure numerals 
abbreviation), respectively. 

The belt pulley which is not illustrated adheres to shank 3d.4d by the side of the back of each 
heater rolls 3 and 4, and it is transmitted via the belt which the driving force from the driving 
source of the bag manufacture package filling machine MO does not illustrate, and it is 
constituted so that it may rotate by counterrotation synchronizing with mutual. 

The heater which is not illustrated as a heat source is built in the inside of the heater rolls 3 and 4, 
and it is constituted so that each heater rolls 3 and 4 may be maintained to prescribed 
temperature. 

And the tabular slide members 5a and 6a with the bearings 5 and 6 square on a periphery are 
arranged, it is supported by the bearing bracket 9, the bearings 7 and 8 are held at the bearing 
bracket 10, and the bearing brackets 9 and 10 are being fixed to the support plate 11, respectively. 
The connecting lock of the support plate 1 1 is carried out to the frame 1 (refer to drawing 6 ) of 
the bag manufacture package filling machine MO. 

The bearing bracket 9 is made into reverse KO type. 

The upper and lower sides by the side of inner circumference are equipped with the guide rails 
9a and 9b prolonged horizontally, and each bearings 5 and 6 make the concaves 5b and 6b 
formed in the upper and lower sides of the slide members 5a and 6a fit into the guide rails 9a and 
9b, and are horizontally supported by the bearing bracket 9 movable. 

The bearing bracket 10 holds each bearings 7 and 8 as square tabular [ which covers the 
circumference of each bearings 7 and 8 ], without making it move. 

The piston rod 14 of the air cylinder 12 penetrates the bearing bracket 9 to the bearings 5 and 6, 
and is connected to them, respectively. 

Each air cylinder 12 is provided with the precision pressure regulating valve which is not 
illustrated, and it is constituted so that the piston rod 14 may be moved to the right direction by a 
fixed pressure, while having the cylinder body 13 and the piston rod 14 which slides by low 
friction to the cylinder body 13 and being constituted. Each air cylinder 12 is being fixed to the 
bearing bracket 9 using the base 13a of the cylinder body 13. 

Each piston rod 14 made the Motobe side who keeps away from the heater roll 3 project from the 
cylinder body 13, and equips the end with the 1-mm-pitch external threaded section 15. 

The nut 16 which had the spline 16a formed in a peripheral face is screwed in each of these 
external threaded sections 15, and the minute angle adjustment mechanism 17 is allocated by the 
periphery of each nut 16. 
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The minute angle adjustment mechanism 17 builds the predetermined gear in the inside. 
By carrying out, angle theta rotation rotates the narrow diameter portion 17c for the major 
diameter 17a theta/100 to the narrow diameter portion 17b. 

This minute angle adjustment mechanism 17 is making the narrow diameter portion 17b fix to 
the attaching bracket 18 fixed to the cylinder body 13. By and the inner skin and the bottom wall 
17e which the crevice 17d corresponding to the spline 16a of the peripheral face of the nut 16 is 
formed in the inside of the narrow diameter portion 17c, and are the crevices 17d. Rotation of the 
nut 16 and movement by the side of the air cylinder 12 are regulated, and movement isolated 
from the air cylinder 12 of the nut 16 is permitted. 

While the sensor rod 19 provided with the tongue-shaped piece 19a is attached, the tongue- 
shaped piece 19a is countered and the proximity switch 20 fixed to the attaching bracket 18 is 
allocated at the tip by the side of Motobe of each piston rod 14. This proximity switch 20 
confirms whether to be the no by which the contents Y were blown by seal part C at the time of 
manufacture of the separate-packaging article W. 

21 is a guide idler which is arranged in the upper part of the bearing brackets 9 and 10, and 
draws packaging film Fl and F2 among the heater rolls 3 and 4, 

When supply of packaging film F is described, as shown in drawing 6 , the supply from the roll R 
of packaging film F to each heater rolls 3 and 4, It is performed by pinching of 3 -heater roll 4 
rotating the very thing, and the feed roller M3R of the cutter device M3, and the packaging film 
thickness deviation absorber styles 22L and 22R as shown in drawing 4 - 6 are allocated in the 
sealing device Ml of an example. Even if this thickness deviation absorber style 22L and the 
thickness deviation absorber style 22R have thickness crosswise [ of packaging film Fl and F2 ], 
the heater rolls 3 and 4 are made to supply them, without generating wrinkles. 

And the thickness deviation absorber style 22L and the thickness deviation absorber style 22R 
are only considering it as the symmetric figure, there is no difference mechanistically, if the 
mechanism is described briefly, it has the tension roller 23, and is constituted and the tension 
roller 23 is making the bearing 24 support both ends, as shown in drawing 4 and 5. Each bearing 
24 is held so that the up-and-down motion to the bearing bracket 26 is possible, while being 
energized upwards by the coil spring 25. Maintenance to the bearing bracket 26 of each bearing 
24 is performed by making the flange 24a provided in the edge of the right and left of the bearing 
24 contact the periphery of the hole 26a of the bearing bracket 26. 27 is a bolt which regulates 
movement to the upper part of the bearings 24 and 24. In this thickness deviation absorber style 
22, even if thickness is crosswise [ of packaging film F ], Since the near bearing 24 of a thick 
part can resist the energizing force of the coil spring 25, and can descend, it can cross throughout 
the cross direction of packaging film F and a tension can be added to packaging film F, 
Packaging film Fl and F2 can be supplied to the heater rolls 3 and 4, without generating wrinkles. 

Each heater rolls 3 and 4 rotating reversely mutually, and pinching packaging film Fl and F2 
next, if the operation mode of the sealing device Ml of an example is explained. It will be filled 
up with the contents Y between packaging film Fl and F2, the heat seal of the periphery of 
mutual packaging film Fl and F2 will be carried out, and the separate-packaging article W will 
be manufactured. At the time of restoration of the contents Y, the hopper 2 will descend, the 
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nozzle 2a will be inserted between packaging film Fl and F2 in crevice 3b and 4b of the heater 
rolls 3 and 4, and it will be filled up with the contents Y. 

And at the time of an operation in the sealing device Ml of an example. While making the 
bearing bracket 9 support the bearings 5 and 6 holding shank 3c.3d of the both ends of the heater 
roll 3 movable to the heater roll 4 of another side, It is made to connect with the piston rod 14 of 
the air cylinder 12 which used easily maintainable exhaust air for constant pressure, respectively, 
and it is constituted so that the heater roller 3 may be pressed to the heater roller 4. 

Therefore, if air pressure of the air cylinder 12 is fixed, even if the heat of the heater roll 3 is 
added to exhaust air or packaging film Fl and F2 have thickness, Packaging film Fl and F2 can 
be pinched with constant pressure with the two heater rolls 3 and 4, and the same effect is done 
so with the column of the operation and the effect of a device as stated above having described. 

In the sealing device Ml of an example, if the major diameter 17a of the minute angle 
adjustment mechanism 17 is rotated one time, for example when adjusting the gap of the heater 
rolls 3 and 4, the narrow diameter portion 17c and 3.6 degrees of nuts can be rotated. Namely, 0 
which is 1/100 [ 1 pitch 1 mm ] of the external threaded section 15 about the piston rod 14 of the 
air cylinder 12. 

It can be made to move to the distance of 01 mm, and shaft orientations, and fine adjustment 
between the heater rolls 3-4 can be adjusted per micron via the bearings 5 and 6 at the tip of each 
piston rod 14. Therefo 

re, a pinhole and a sealing failure can be prevented from occurring corresponding to the 
thickness of packaging film Fl and F2 in packaging film Fl and F2 which can adjust 
appropriately the gap between the heater rolls 3-4, and carries out a heat seal further. 

In order to cover air pressure with each constant air cylinder 12 and to try to move the piston rod 
14 to the right direction at the time of rotation of this nut 16, When rotating so that it may move 
in the direction (the direction of a tip of the external threaded section 15) from which the nut 16 
separates from the external threaded section 15, the heater roll 3 will approach the heater roll 4 
via the bearings 5 and 6. On the contrary, when rotating so that the nut 16 may be arranged 
deeply at the external threaded section 15, the heater roll 3 will separate from the heater roll 4 via 
the bearings 5 and 6. 

Although what consists of three separate packaging B was illustrated as the separate-packaging 
article W which carries out a heat seal in the example, when manufacturing one or the separate- 
packaging article W which consists of four or more separate packaging B further two, of course, 
this design can be applied. 

EXAMPLE 



[Example] 

Hereafter, one example of this device is described based on a drawing. 

The bag manufacture package filling machine MO of an example accumulates the seven separate- 
packaging articles W, and on the tape T, banding is carried out and it boxes them while it 
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manufactures the separate-packaging article W which consists of three separate packaging B, as 
shown in drawing 6 - 8. 

And it has the measuring filling apparatus M2, the sealing device Ml , the cutter device M3, the 
metering installation M4, the accumulation apparatus M5, the banding device M6, an encasing 
apparatus that is not illustrated, and the single package metering installation M7, and the bag 
manufacture package filling machine MO is constituted, as shown in drawing 6 , 

The measuring filling apparatus M2 measures a constant rate of contents Y, and supplies them to 
the sealing device Ml from the hopper 2. At the time of supply of the contents Y, this hopper 2 
will descend, will insert the nozzle 2a between packaging film Fl and F2 in crevice 3b and 4b of 
the heater rolls 3 and 4, and will be filled up with the contents Y. 

The cutter device M3 performs the cut of the right-and-left both edges of the continuous 
separate-packaging article W, formation of slit S and the eye notch I (refer to drawing 8 ), the cut 
made to divide into the separate-packaging article W per piece further, etc. 

The metering installation M4 adjusts measuring of the measuring filling apparatus M2. 
The accumulation apparatus M5 makes the seven separate-packaging articles W accumulate, the 
banding device M6 bundles the seven accumulated separate-packaging articles W with the tape T, 
and an encasing apparatus is a device which packs the separate-packaging article W which 
carried out banding on the tape T in a package box. 

In order that the single package metering installation M7 may adjust measuring of the measuring 
filling apparatus M2, at the time of predetermined, it operates the predetermined edge of the 
cutter device M3, makes it divide the separate-packaging article W into one bundle at a time, and 
measures every one bundle of single package B. 

The sealing device Ml of the example is provided with the two heater rolls 3 and 4 as shown in 
drawing 1 - 3. Each heater rolls 3 and 4 are provided with the heights 3 a and 4a for forming seal 
part C ( drawing 7 and 8 reference) of the separate-packaging article W in a peripheral face, and 
the crevices 3b and 4b for filling the contents Y in each separate packaging B, in order to form 
except seal part C. The heights 3 a and 4a and the crevices 3b and 4b will manufacture the five 
separate-packaging articles W, when it is formed in the hoop direction of each heater rolls 3 and 
4 five ****** ata t i me an( j t h e heater rolls 3 and 4 rotate one time mutually. 

Shank 3c.3d and 4c.4d used as a byway are formed in the both ends of each heater rolls 3 and 4, 
and it is supported by the bearings 5, 6, 7, and 8 provided with the bearing (figure numerals 
abbreviation), respectively. 

The belt pulley which is not illustrated adheres to shank 3d.4d by the side of the back of each 
heater rolls 3 and 4, and it is transmitted via the belt which the driving force from the driving 
source of the bag manufacture package filling machine MO does not illustrate, and it is 
constituted so that it may rotate by counterrotation synchronizing with mutual. 

The heater which is not illustrated as a heat source is built in the inside of the heater rolls 3 and 4, 
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and it is constituted so that each heater rolls 3 and 4 may be maintained to prescribed 
temperature. 

And the tabular slide members 5a and 6a with the bearings 5 and 6 square on a periphery are 
arranged, it is supported by the bearing bracket 9, the bearings 7 and 8 are held at the bearing 
bracket 1 0, and the bearing brackets 9 and 1 0 are being fixed to the support plate 1 1 , respectively. 
The connecting lock of the support plate 1 1 is carried out to the frame 1 (refer to drawing 6) of 
the bag manufacture package filling machine MO. 

The bearing bracket 9 is made into reverse KO type. 

The upper and lower sides by the side of inner circumference are equipped with the guide rails 
9a and 9b prolonged horizontally, and each bearings 5 and 6 make the concaves 5b and 6b 
formed in the upper and lower sides of the slide members 5a and 6a fit into the guide rails 9a and 
9b, and are horizontally supported by the bearing bracket 9 movable. 

The bearing bracket 10 holds each bearings 7 and 8 as square tabular [ which covers the 
circumference of each bearings 7 and 8 ], without making it move. 

The piston rod 14 of the air cylinder 12 penetrates the bearing bracket 9 to the bearings 5 and 6, 
and is connected to them, respectively. 

Each air cylinder 12 is provided with the precision pressure regulating valve which is not 
illustrated, and it is constituted so that the piston rod 14 may be moved to the right direction by a 
fixed pressure, while having the cylinder body 13 and the piston rod 14 which slides by low 
friction to the cylinder body 13 and being constituted. Each air cylinder 12 is being fixed to the 
bearing bracket 9 using the base 13a of the cylinder body 13. 

Each piston rod 14 made the Motobe side who keeps away from the heater roll 3 project from the 
cylinder body 13, and equips the end with the 1-mm-pitch external threaded section 15. 

The nut 16 which had the spline 16a formed in a peripheral face is screwed in each of these 
external threaded sections 15, and the minute angle adjustment mechanism 17 is allocated by the 
periphery of each nut 16. 

The minute angle adjustment mechanism 17 builds the predetermined gear in the inside. 
By carrying out, angle theta rotation rotates the narrow diameter portion 17c for the major 
diameter 17a theta/ 100 to the narrow diameter portion 17b. 

This minute angle adjustment mechanism 17 is making the narrow diameter portion 17b fix to 
the attaching bracket 18 fixed to the cylinder body 13. By and the inner skin and the bottom wall 
17e which the crevice 17d corresponding to the spline 16a of the peripheral face of the nut 16 is 
formed in the inside of the narrow diameter portion 17c, and are the crevices 17d. Rotation of the 
nut 16 and movement by the side of the air cylinder 12 are regulated, and movement isolated 
from the air cylinder 12 of the nut 16 is permitted. 

While the sensor rod 19 provided with the tongue-shaped piece 19a is attached, the tongue- 
shaped piece 19a is countered and the proximity switch 20 fixed to the attaching bracket 18 is 
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allocated at the tip by the side of Motobe of each piston rod 14. This proximity switch 20 
confirms whether to be the no by which the contents Y were blown by seal part C at the time of 
manufacture of the separate-packaging article W. 

21 is a guide idler which is arranged in the upper part of the bearing brackets 9 and 10, and 
draws packaging film Fl and F2 among the heater rolls 3 and 4. 

When supply of packaging film F is described, as shown in drawing 6 , the supply from the roll R 
of packaging film F to each heater rolls 3 and 4 5 It is performed by pinching of 3 -heater roll 4 
rotating the very thing, and the feed roller M3R of the cutter device M3, and the packaging film 
thickness deviation absorber styles 22L and 22R as shown in drawing 4 - 6 are allocated in the 
sealing device Ml of an example. Even if this thickness deviation absorber style 22L and the 
thickness deviation absorber style 22R have thickness crosswise [ of packaging film Fl and F2 ], 
the heater rolls 3 and 4 are made to supply them, without generating wrinkles. 

And the thickness deviation absorber style 22L and the thickness deviation absorber style 22R 
are only considering it as the symmetric figure, there is no difference mechanistically, if the 
mechanism is described briefly, it has the tension roller 23, and is constituted and the tension 
roller 23 is making the bearing 24 support both ends, as shown in drawing 4 and 5. Each bearing 
24 is held so that the up-and-down motion to the bearing bracket 26 is possible, while being 
energized upwards by the coil spring 25. Maintenance to the bearing bracket 26 of each bearing 
24 is performed by making the flange 24a provided in the edge of the right and left of the bearing 
24 contact the periphery of the hole 26a of the bearing bracket 26. 27 is a bolt which regulates 
movement to the upper part of the bearings 24 and 24. In this thickness deviation absorber style 
22, even if thickness is crosswise [ of packaging film F ], Since the near bearing 24 of a thick 
part can resist the energizing force of the coil spring 25, and can descend, it can cross throughout 
the cross direction of packaging film F and a tension can be added to packaging film F, 
Packaging film Fl and F2 can be supplied to the heater rolls 3 and 4, without generating wrinkles. 

Each heater rolls 3 and 4 rotating reversely mutually, and pinching packaging film Fl and F2 
next, if the operation mode of the sealing device Ml of an example is explained. It will be filled 
up with the contents Y between packaging film Fl and F2, the heat seal of the periphery of 
mutual packaging film Fl and F2 will be carried out, and the separate-packaging article W will 
be manufactured. At the time of restoration of the contents Y, the hopper 2 will descend, the 
nozzle 2a will be inserted between packaging film Fl and F2 in crevice 3b and 4b of the heater 
rolls 3 and 4, and it will be filled up with the contents Y. 

And at the time of an operation in the sealing device Ml of an example. While making the 
bearing bracket 9 support the bearings 5 and 6 holding shank 3c.3d of the both ends of the heater 
roll 3 movable to the heater roll 4 of another side, It is made to connect with the piston rod 14 of 
the air cylinder 12 which used easily maintainable exhaust air for constant pressure, respectively, 
and it is constituted so that the heater roller 3 may be pressed to the heater roller 4. 

Therefore, if air pressure of the air cylinder 12 is fixed, even if the heat of the heater roll 3 is 
added to exhaust air or packaging film Fl and F2 have thickness, Packaging film Fl and F2 can 
be pinched with constant pressure with the two heater rolls 3 and 4, and the same effect is done 
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so with the column of the operation and the effect of a device as stated above having described. 

In the sealing device Ml of an example, if the major diameter 17a of the minute angle 
adjustment mechanism 17 is rotated one time, for example when adjusting the gap of the heater 
rolls 3 and 4, the narrow diameter portion 17c and 3.6 degrees of nuts can be rotated. Namely, 0 
which is 1/100 [ 1 pitch 1 mm ] of the external threaded section 15 about the piston rod 14 of the 
air cylinder 12. 

It can be made to move to the distance of 01 mm, and shaft orientations, and fine adjustment 
between the heater rolls 3-4 can be adjusted per micron via the bearings 5 and 6 at the tip of each 
piston rod 14. Therefore, a pinhole and a sealing failure can be prevented from occurring 
corresponding to the thickness of packaging film Fl and F2 in packaging film Fl and F2 which 
can adjust appropriately the gap between the heater rolls 3-4, and carries out a heat seal further. 

In order to cover air pressure with each constant air cylinder 12 and to try to move the piston rod 
14 to the right direction at the time of rotation of this nut 16, When rotating so that it may move 
in the direction (the direction of a tip of the external threaded section 15) from which the nut 16 
separates from the external threaded section 15, the heater roll 3 will approach the heater roll 4 
via the bearings 5 and 6. On the contrary, when rotating so that the nut 16 may be arranged 
deeply at the external threaded section 15, the heater roll 3 will separate from the heater roll 4 via 
the bearings 5 and 6. 

Although what consists of three separate packaging B was illustrated as the separate-packaging 
article W which carries out a heat seal in the example, when manufacturing one or the separate- 
packaging article W which consists of four or more separate packaging B further two, of course, 
this design can be applied. 



EFFECT OF THE INVENTION 



[An operation and an effect] of a device 

While making a bearing bracket support a bearing holding a shank of both ends of at least one 
heater roll movable to a heater roll of another side in a sealing device concerning this device, It is 
made to connect with a piston rod of a fluid pressure cylinder which used easily maintainable 
fluids, such as exhaust air and an oil, for constant pressure, respectively, and it is constituted so 
that one heater roll may be pressed to a heater roll of another side. 

Therefore, if hydrostatic pressure of a fluid pressure cylinder is fixed, even if heat of a heater roll 
is added to exhaust air or a packaging film has thickness, a packaging film can be pinched with 
constant pressure with two heater rolls. 

Therefore, in a sealing device concerning this device, a packaging film can be pinched with 
constant pressure with a heater roll, and it becomes possible to prevent a pinhole of a packaging 
film, and generating of a sealing failure. 
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